D у 94294] 
December-05- 12 2 13: 48 DA 


Ror E SECH 


Item ID: seen Accept * N annna n 1 nn* ES Start * М Q 1 * 
Revision ID: * 
Item Name: Aft Maintenance Step Stop * М с 2 * 
Start Date: 12/05/12 Start Qty: 12.00 *42* Cust Item ID: 
Required Date: 12/12/12 Req'd Qty: 12.00 *4 2* Customer: 
Reference: 
u EC 7 ibi 7 Run Start A * 
Approvals: Process Plan: Date Tooling: e Date wt N R 1 
Stop 
E N): * * 
QC Date SPC (Y/N) Е Date N R 2 
Sequence 10/ Operation СС Set Up _ ToollD Tool# Plan Accept Reject Reject Insp. 
Work Center ID. Description Run Hours Code Qty Qty Number Stamp 
Draw Nbr Revision Nbr 
. D2946 Rev B _ _ E Br А "T Е u MES AAG Ue. 
100 0.00 ` 15 } 
*4nn* DOCUMENT CONTROL “а / J 3 
DC Memo 0.00 |) ) D БЕЧ Е = = 
Document Control Photocopy bluefile and type labels as per PPP D350-591-133 CHG003 
110 0.00 
*4 10* Large Fab d -12-0 
Large Fab Memo 0.00 IR la G 
Large Fab 1-Cut D2622-120 extrusion to 62.06" long as per Dwg D2946 


2-Deburr 
**Ensure that 57.09" minimum extrusion is kept and identify to be used for 
D350-591-215/-216.** 


Work Order ID 94294 


ВЕ 12 25 13: 48 PM 


*04204* 


Page2 


iem ID: D350- 591-133 Accept *Nonnna4n1 NN* Setup Start *N Q1 * 
Revision ID: ` 
Item Мате: Ай Maintenance Step Stop Ж NS2 * 
Start Date: 12/05/12 Start Qty: 12.00 *4 P < Cust Item ID: 
Required Date: 12/12/12 Req'd Qty: 12.00 *4 2* Customer: 
Reference: 
LA d а E E DEO EIER Run Start x * 
Approvals: Process Plan: ` mu Date: Tooling: "VPN Date č —ç— —çć ç ć N R 1 
. Stop 
C: Dat SPC (Y/N): : * * 
Q ate (Y/N) Date М R 2 
Sequence ID/ l Operation Е Set Up/ = О Tool ID Tool 8 Plan. Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 QC6- Inspect dimensions to drawing 0.00 SN 
490+ (Ss 
12N D ano (S) 
QC Memo 0.00 Se 
Quality Control 
130 0.00 
х 4 an* Large Fab /2 # Ж 
Large Fab Memo 0.00 SS A | С X 
Large Fab 1-Deburr and Bevel ends for welding 
2-Weld (1) End Cap and (2) Lugs using Jig DT8440 as per Dwg 02946 A Ke — /- 
A/RAluminum Rod E 227 
3-Grind End Cap welds flush 
140 QC9- Inspect visual рег QSIO04- Fusion Welds 0.00 2 OAS . 
* * 0 
141 @ app __°9 
QU Memo 0.00 


Quality Control 


KI 


94294 
December-05-12 2:13:48 PM 


Page 3 


Accept 


Setup Start *N St * 


Item ID: D350-591-13 * * 
Revision ID: N Q n 004 N 1 0 A 
Item Name: Aft Maintenance Step Stop * Ni S > * 
Start Date: 12/05/12 Start Qty: 12.00 *12* Cust Item ID: 
Required Date: 12/12/12 Req'd Qty: 12.00 *4 2* Customer: 
Réference: 
га zu = E Run Start д * 
Approvals: Process Plan: Date: . Tooling: Date E m N R 1 
Sto 

ОС: Date: SPC (Y/N): uu Date P x М R 2 * 
Sequence ID/ Operation I Set Up/ Tool ID Tool# Plan Accept І Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150 ОС5- Inspect part completeness to step on W/O 0.00 : OAS 1 
*4 AN* \: aso 09. 
QC Memo 0.00 e ` I "Së 
Quality Control 
160 Chemical Conversion Coat per QSI005 4.1 0.00 I d 
*4AN* _/2 2 A 12-12-10 
HandFinish Memo 0.00 
Hand Finishing 
170 QC3- Inspect Part Finish 0.00 | OAS 
*470* D A D 23 

. RU 

d Memo Jalal 
Quality Control 


Work Order ID 94294 К к 
December-05- 12 2: 13: 48 PM *04204* 


Item ID: D350-591-133 Е Accept i *Nonnn4ni no* © setup Start “N S1 * 


‚Revision ID: 


Item Name: АЙ Maintenance Step Stop Ж М S 2 * 
Start Date: 12/05/12 Start Qty: 12.00 *12* Cust Item ID: 
Required Date: 12/12/12 Req'd Qty: 12.00 *4 2* Customer: 
Reference: 
2 ` dd I 7 A Ee E tege? | Run Start A * 
Approvals: Process Plan: __ _ Date: Tooling: ANM Date: | N R 1 
: Sto 
QC: Date: SPC (Y/N): 22:02:00. Date: P x N R 9 * 
Sequence ID/ —— Operation ЕЕ  SeUp ` = Тор Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 0.00 
+ 4 Rant Large Fab [2 AL 
Large Fab Memo 0.00 — Т EH yA ^ 
Large Fab Remove alodine prior to welding. Weld end cap as per Dwg D2946. Grind end 
cap weld flush. EE - [I 
AR ALROD BATCH: /2: 352 _ 
190 QC10- Inspect visual per QSI004- ground welds 0.00 
та 9 09) 
: X27... YàANa- 9 
QC Memo 0.00 = s i Ze 
Quality Control 
200 QC5- Inspect part completeness to step on W/O 0.00 
*900* D aun 
QC Memo 0.00 


Quality Control 


Work Order ID 94294 
December-05-1 2 2:1 3 :48 PM 


'Q4204* 


Item ID: D350-591-133 *NOOOO04A011 OQ0* Setup Start *N Q1 * 
Revision ID: Ë Е 
Item Name: Aft Maintenance Step Stop ж М с 2 * 
Start Date: 12/05/12 Start Qty: 12.00 *12* Cust Item ID: 
Required Date: 12/12/12 Req'd Qty: 12.00 *4 2* Customer: 
Reference: 
GC ü au pra DO Сы Run Start x * 
Approvals: Process Plan: Date Tooling: | |. | | | . Date: | — | . N R 1 
Sto 
Qc: а Date |. SPC (Y/N): Date Po N R 9 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 Chemical Conversion Coat per QSIO05 4.1 0.00 2⁄ 
*240* Ay 
HandFinish Meño 0.00 с | d / ; 
Hand Finishing lA l | 
220 White Gloss(Ref:4.3.5.1) per О$1005 4.3-Alum 0.00 А 
УДЫ ZU XX | 
Powdercoat Memo / A 2 0.00 © 7 i a / 7 A Г / 
Powder Coating START TIME: 1 A D. I 
qi OVEN TEMPERATURE: 2 
/ FINISH TIME: 
WA Уо 4702 
230 Wing Walk as per dwg 051005 4.4 Bath LEI Фр | / 
*920* x d (cte CQ 
HandFinish 0.00 КСЕ р i Ë I 


Hand Finishing 


de iio 


Memo 


РЯ 


Work Order ID 94294 
December-05- 12 2:13:48 PM 


*04204* 


Page 6 


Item ID: D350-591- 33 pos *N on 0040 4 an* Setup Start *N Q 1 * 
„Revision ID: ` 
Item Name: Aft Maintenance Step Stop * М Q 2 * 
Start Date: 12/05/12 Start Qty: 12.00 *4:2 Au Cust Item ID: 
Required Date: 12/12/12 Req'd Qty: 12.00 * 4 2% Customer: 
Reference: 
E RN B "EP Run Start д * 
Approvals: Process Plan: Date Tooling: n" T Date: |. _ М R 1 
Sto 
Qc: E Date SPC (Y/N): _ Date = P x МІ R ^ 
Sequence ID/ Operation Е © Set Up/ D ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
240 QC3- Inspect Part Finish 0.00 em 
*DAN* ⁄2 Ф AL (AH 2 д) 
Qc Memo 0.00 
Quality Control 
250 Pick Kit 0.00 А | 
Well uk /2- LV. 
Packaging Memo 0.00 | + 2// 21/2} b 
Packaging 
15 
260 QC4- 100% Inspect kits for completeness 0.00 | 
*5 * 
DAN | Jj 
OC Memo 0.00 J SPA) kj ге 2 7 


Quality Control 


Work Order ID 94294 
| December-05- p с EN 48 PM 


*04204* 


in. ID: 


| D350- 591- 133. 


Ао 


Setup 


Quality Control 


Ж * 
Nonnn4n4 nn Start А и Ы 
‚Revision ID: 
Item Name: Aft Maintenance Step Stop Ж N SI * 
Start Date: 12/05/12 Start Qty: 12.00 *12* Cust Item ID: 
Required Date: 12/12/12 Req'd Qty: 12.00 *4 2* Customer: 
Reference: 
cr 7 KS zi z Run Start A * 
Approvals: Process Plan: Date: Tooling: _ Date: _ N R 1 
Sto 
ОС: _ Date: SPC (Y/N): 22:20... Date: P x N R 9 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan ` Accept Reject I Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp _ 
270 0.00 oe 
*) 7 n * Packaging (22 52 do. 2 
Packaging Memo 0.00 lo {> P 
Packaging Identify and pack for shipping as per PPPD350-591-133 
Location GOs 
PPP Rev: 
280 QC21- Final Inspection - Work Order Release 0.00 
*IAN* an MEDIEN LEN Us 
QC Memo 0.00 


4. 
TELLS Ul 


En, 


+ 


Picklist Print 


= Page 1 
December-05-12 2:13:47 PM > 


Work Order ID: 94294 


Parent Item: D350-591-133 Start Date: 12/05/12 Required Date: 12/12/12 
«Parent Item Name: Aft Maintenance Step Start Qty: 12.00 Required Qty: 12.00 
Comments: ІРР Rev:B05.10.14Modified step 10KJ/EC 
IPP Rev:B06.07.19D2946 @ rev.b EC | 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof ` Op on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
Al Purchased — No m /— 250 Each — 252.0000 4 48 z 
Bolt m — ыан ó BE 
> ¡IN Location Loc Qt Loc Code 
i FG 20 
120731 20 
ST356 232 А 
120731 16 
122808 66 2294 
123900 150 а 
RT Purchased No 250 Each 354.0000 8 96 7 | 
Bolt SENS A £2 LAY 
<, 4 PR Location Loc Oty Loc Code f 
FG 5 
122141 5 
ST357 349 
115374 l 
120187 13 
121068 17 
121708 4 
122141 2 
122800 12 
123352 150 [33372 


123900 150 


ae 


Picklist Print 
December-05-12 2:13:47 PM 


Work Order ID: 


Parent Item: 


94294 
D350-591-133 


Parent Item Name: Aft Maintenance Step 


ae Purchased No 
Bolt 
a Purchased Ne 
Bolt i 
= nee ae Purchased No 
Sms Ay? 
: Manufactured No 
Lug: 


Sa 2:13:47 PM 


250 
Location Loc Oty 
FG 5 
121541 5 
ST357 146 
120498 8 
122814 31 
123352 107 
— aai 
250 
Location Loc Qty 
ST355 ]93 
120770 2 
122141 91 
123352 100 
250 
Location Loc Oty 
ST351 29 
116289 8 
119097 21 
250 
Location Loc Oty 
FG 4 
84136 4 
ST469 206 
89415 25 
89783 21 
90575 120 
92209 40 


Раре 2 


Start Date: 12/05/12 


Required Date: 12/12/12 


Start Qty: 12.00 Required Qty: 12.00 
Each 151.0000 8 96 u 
Loc Code 
125.55 2 
Each 193.0000 2 24 “ p 4 
Loc Code 
[93131 
Each 29.0000 14 168 ~ 
-423351 46 19/13/12 
Loc Code 
Each 210.0000 4 48 > I N | 
a И 2/ 
Loc Code 


Page 2 


Picklist Print 
December-05-12 2:13:47 PM 


94294 
D350-591-133 
Aft Maintenance Step 


Werk Order ID: 
Parent Item: 


-Parent Item Name: 


Start Date: 12/05/12 
Start Qty: 12.00 


Required Date: 12/12/12 
Required Qty: 12.00 


022303 A Manufactured No 250 Each 330.0000 4 48 _ 
Lug EE f b 
Location Loc Qty Loc Code 
SWN | FG 4 
89045 4 
Return2012 4 q 
89082 4 §70F2 YP 
ST469 322 
89782 19 
коо 20 EPID (vy 
90514 1 
92287 102 
126221120 Manufactured - No’ 110 Each 130.1300 0.52 6.24 E 
trusıon 2 430 - fe -06 
Location Loc Qty Loc Code 
WA003 130.13 
46910 2 
64409 6 
66970 7.7 
68293 0.25 
72131 0.42 
75781 2 
77612 7.36 
81507 1.88 
83894 12.38 
88513 7.14 
[ 30750 7 83 65:33 
2 £6.20 
ЬУ ‚укуы Manufactured No 250 f 141.6162 2 24 ^ 
Rubber Extrusion "É un 22 Í 2/ 2/ / 2—7 
cut (8) at 3.00" Location Loc Qty Loc Code 
/ ST410 141.6162052 
SH) 12 7 70987 03 
83560 141.316205 á 35 Gd 
December-05-12 2:13:48 PM Shop Packet Print Page 3 


SES 


Picklist Print 
December-05-12 2:13:48 PM 


Work Order ID: 94294 


Parent Item: 


Abrasion Strip 
(2X) 4.00" X 7.20" per dwg 


an? 18“ 


Step Mounting Plate 


nn 


Step Mounting Plate 


Sp КФ 


December-05-12 2:13:48 PM 


a ee ма > 


D350-591-133 
Aft Maintenance Step 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


No 


No 


No 


No 


130 
Location Loc Оу 
WA003 147 
80682 6 
84563 10 
88714 26 
91761 105 
250 
Location Loc Oty 
ST415 302.8939 
63735 0.6696 
68076 0.3149 
71164 8.46 
81875 6.398 
86905 0.9569 
89352 70.0945 
90764 216 
130 
Location Loc Qty 
WA003 36 
73427 4 
89394 32 
er 
250 
Location Loc Ot 
ST022 19 
91562 19 
Shop Packet Print 


Start Date: 12/05/12 
Start Oty: 12.00 


Required Date: 12/12/12 
Required Oty: 12.00 
Each 147.0000 2 


Loc Code 


f 302.8939 1.26 


Loc Code 


Each 36.0000 2 24 Y, 2.2.0 " 


Loc Code 
Each 19.0000 1 | Te 
ned ANY]. 
Loc Code 


ROUND CORNER OF EXTRUSION TO 
MATCH BEND RADIUS OF END PLATE 02946 STEP ASSEMBLY PARTS LIST 


ee a a 
i Step Assem! 


VERO PLATE 


ALL WELDS SHALL BE 
100% VISUALLY 
02734 END PLATE INSPECTED BY A 
QUALIFIED INSPECTOR 
PER DART 051 004 
TYPICAL STEP EN A 
NOT TO SCALE APPLY BLACK ANTI-SKID 
ON TOP SURFACE TO 
BOTTOM OF TOP RADIUS 


62.06 (MEASURED BEFORE END PLATES WELDED IN PLACE) 


56.06 = 


{ 


| 


REFER TO STEP 

ENO DETAIL 02944 STEP 
02946—1 MOUNTING PLATE 

MAKE FROM D2622-63 EXTRUSION (2 PLACES) 


D2946—041 STEP ASSEMBLY 
д] o qç 27 


апл 3OVdSON3V LVO Ха 6661 © w6uddoo 


o 
a 
o 
o 
= 
x 
c 
= 
£ 
a 
© 
- 
e 
z 
s 
x 
“ 
x 
E 
zm 
a 
° 
z 
3 
e 
S 
= 
2 
3 
2 
en 
= 
£ 
Y 
Ha 
© 
= 
n 
= 
© 
ES 
š 
& 
a 
e 
H 
Š 
m 
[ar 
3 


D2946 STEP ASSEMBLY 

MAKE FROM D2622 STEP EXTRUSION 

WELD PER DART QSI 004 

FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT ENTIRE ASSEMBLY WHITE (4.3.5.1) PER DART QSI 005 4.3 
BLACK ANTI-SKID PAINT PER DART QSI 005 4,4 

ALL DIMENSIONS ARE IN INCHES 

TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 


03400 YO BSOdHNd ANY НОЈ 0357 38 OL LON SI D 1VHL NOLIGNO2 SS3NdX3 зні NO 0374405 Si ОМУ IMINIQIINOO ONY 31VAMid SI INGWODOG SIHL 


OPENED 


EN 
ES 


PULL GO 


PL ll SO 


30551 MIN | 8121766 


ЗІОМ ONIHSINIS 31vOdn 


A1BHW3SSV d3lS 


i 30 1 133HS 


Sn 'OINYINO 'ANCIBS3MVH 
0171 JOVASOYIV_L1YVO 


NOS 20 


a? АЫ m 


| DARTAEROSPACELTD. — REFETZNCE QUY GS D350-591 ` 
Page 22 of 23 


5. PARTS LIST 


-111A_| -113 -115 -117A | -119 -133 


[ x | | |] LI .L.——1350591-111A Heli-Access-Step ™, Long Step — High Skid 
TI "TL (0350-591-113 Heli-Access-Step ™, Short Step — High Skid 


Heli-Access-Step ™, Short Step — Low Skid 
Heli-Access-Step ™, Pre-Flight Step 

Heli-Access-Step ™, Long Step — Low Skid 
Heli-Access-Step ™, Aft Maintenance Step 


rs] 
SIR 
[ ° | 
| X | 
[==] 
C |D200 | | STEP ASSEMBLY (HIGH-SHORT 
ee 
WEEN 
ИШ 
i | 
==] 
е 


Description 


D2311 TEP ASSEMBLY (HIGH-LONG 
D2354 TEP ASSEMBLY (LOW-SHORT 


TEP ASSEMBLY (LOW-LONG 
D2946-041 TEP ASSEMBLY (MAINTENANCE 


D 
№ 
e 
a 
a 


| _ | 021828035 
-52230-1 |zMOUNTING:EUGZA 
22: =MOUNTINGIUG3 
RADIUS BLOCK 
SUPPORT BRACKET 
SUPPORT BRACKET 
SUPPORT BRACKET 


D 
- 
о 
be] 
e 
© 
Ve 
e 
> 
5 


` Qty 
-123 


Part Number Description 


Heli-Access-Step ™, Short Step — High Skid, LH 
Heli-Access-Step ™, Short Step — High Skid, RH 
Heli-Access-Step ™, Short Step — Low Skid, LH 
Heli-Access-Step ™, Short Step — Low Skid, RH 


TEP ASSEMBLY (HIGH-SHORT, LH 

TEP ASSEMBLY (HIGH-SHORT, RH 
STEP ASSEMBLY (LOW-SHORT, LH 
STEP ASSEMBLY (LOW-SHORT, RH 


-124 


= 


el 
№ 
w 
a 
= 
© 
R 
= 


MOUNTING LUG 


D2856-400-720 BRASION STRIP 
[YU 


AN3-37A OLT 
AN4-13A OLT 
| 4 | 


- 


i 


ASHER 
ASHER 


е COPYRIGHT © 1993 BY DART AEROSPACE LTD • 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 
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DART SERVICE INSTRUCTION 


TO AMEND INSTALLATION INSTRUCTIONS D350-591 REV. G OR EARLIER 
AND 
INSTRUCTIONS OF CONTINUED AIRWORTHINESS ICA-D350-591 REV. 2 OR EARLIER 


REF CANADIAN STC: SH92-6 
REF FAA STC: SH967NE 


For D350-591-121/-122/-123/-124/-133 steps, customers have the option of installing D2732-030 
cushions under the D2230-1/-3 clamps to accommodate varying crosstube diameters and to 
improve fit. It is also acceptable to use longer or shorter AN4 bolts, and/or extra AN960JD41 6 
washers under the nut to ensure 1.5 to 4 threads in safety. See Figure 1 on sheet 2 of this service 
instruction for reference. 


For D350-591-121/-122 steps at CHG 005, D350-591-123/-124 steps at CHG 004, and 
D350-591-133 steps at CHG 003, the parts list of D350-591 Rev. С and ICA-D350-591 Rev. 2 is 
amended as follows: 


Part Number Description 
-121 -123 -124 -13 3 

[ X | |__| D350-591-121 ей 

Bern =] 

ae E 

Ra 

| x | 

1D2732:030——]|-CUSHtON=—> 

2 ELLE 


The DS1-9459-01 1 kit is available for customers with earlier model D350-591-121/-122/-123/-124 
steps. Longer AN4 bolts are provided to fasten the clamps. The DS1-9459-013 kit is available for 
customers with earlier model D350-591-133 steps. 


Qty Qty Part Number Description 
-011 -013 


| X | ]|DSK0459011 | 
| — | x | 081-9459-013 


2 | 8 | 


AN4-16A 


EEE 
Be 
pc 
| x | 
E 
[ | 


MENGE 
Bes 
Bee 


CANADA 
DEPARTMENT OF TRANSPORT 
AIRCRAFT CERTIFICATION 
BRANCH 


en DART AEROSPACE LTD 
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